








Tabl. 3.-SUMMARY OF QUAlITY DETERMINATIONS FOI REDWOOD
MACHINED AT VARIOUS NOSEaAI OPENINGS

AND TEMPEIATURES
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the stained edge ( 9) , lathe checks
were exposed as dark lines extending
through the thickness of the veneer
(Fig. 10). The nwnber of checks ex-
~ over a 3-ioch length was deter-
mined, and the frequency of checking
was expressed as checks ~r ind1 of
length. The average d~ of check
penetration was determined by apply-
ing the ratio of bevel length and dry
thickness to the average length of the
dIecks exposed on the scarfed surface.

Veneer thickness was determined at
5 equi-distant points along the length
of the veneer strip in the green and
dry condition with micrometer calipers.
The thickncss of the veneer was con-
sidered to be the average of the five
measurements. Visual examination
served to establish surface quality.

Results of Veneet Quality
Determinations

As previously implied, madtining
conditions were sud1 as to produce
veneer of a wide range of quality.
Data obtained from quality determina-
tions are summarized in T abIes 1
through 3. Relationships and trends
exttacted from these data are shown
graphically in Figs. 11 through 14.

From the data, it will be noticed
that veneer thickness measwed in the
green condition was greater than the
nominal cutting dimension of 0.125
iod1. It was observed that the in-
creased thickness was accompanied by
a corresponding shortening of the ve-
neer along the cutting direction. These
phenomena are similar to those in the
machining of metals as described by
Merchant (10).
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0.110 0.182
0.129 0.180
0.118 0.180
o.m 0.128
0.111 0.124

0.l2t 0.180
o.m 0.180
o.m 0.129
0.128 0.127
0.121 0.128

0.119 0.182
0.111 0.181
0.128 0.180
o.m 0.128
0.124 0.126

0.128 0.180
0.1H 0.129
0.116 0.128
0.125 0.127
0.122 0.124
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frequency were relatively shallow. Figs.
11 through 14 reveal that lathe check .
ing . was materially reduced by in-
creasing nosebar pressure or cutting
temperature.

In general, die surface roughness of
all woods tested decreased with an in-
crease in temperature or nosebar pres.
$Ute. In the ase of yellow bird1,
sUrface quality appeared related to the
severity of dl«king. Shallow checks
of high frequency were in all cases
indicative of good surface quality.
With redwood, however, surface qual-
ity did not appear to be so closely
correlated with dtecking. Although no
checking was observed when machin-
ing was done at 1600 P., surface
roughness was severe and only slight
improvement was noted when veneer-
ing at 2000 P.

The reduction in veneer thidcness
with smaller nosebar openings sug.
gests that the attending pressures were
sufficient to cause compfl5Sion set of
the wood fibers. Due to the rigidity
of the nosebar, the amount of wood
compression was positive, and defor-
mation rather than strength in com-
pression perpendicular to the grain
appealS to be the limiting factor. This
is evidenced by measurements of green
and dry thickness dimensions, whidt
display relatively uniform differences
at all nosebar pressures and thus reo
fIect uniform sh~ from the green
thickness during drymg.

An interrelationship appealS to ex-
ist between temperature, nosebar pres-
sure, checking frequency, and depth
of check penetration. 01ecks of row
freq~ were characteristically severe
in penetration, while checks of high
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